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NOTE: Delete, revise, or add to the text in this
section to cover project requirenents. Notes are
for designer information and will not appear in the
final project specification.

This section covers the fabrication and erection of
structural steel for buildings.

Drawi ngs nust include the foll ow ng:

A conpl ete design indicating the character of the
work to be performed and giving structural menber
sizes, sections and the relative location of the
vari ous nmenbers, floor elevations, columm centers
and offsets, with sufficient dinensions to convey
adequately the quantity and nature of the required
structural steel

Assuned | oads, shears, nonents and axial forces to
be resisted by nenbers and their connections as nay
be required for the proper preparation of shop

dr awi ngs

For hi gh-strength bolted construction, the type of
connection, nanely, friction or bearing

Canber of trusses, beans and girders, if required

Location of welds requiring inspection and the type
of weld inspection, if required

Structural steel nmenbers not attached to the
structural steel framng (such as |oose lintels,
steel channel door franes, and sinilar itens), and
nmetal stairs and | adders are specified in Section
05500, "Metal Fabrications," and Section 05510,
"Metal Stairs."

Open web steel joists are specified in Section
05210, "Steel Joists."

Speci al i zed protective coatings (painting) for

carbon steels are specified in Section 09970,
"Coatings for Steel."
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Crane rail requirenents nust be coordinated with
Section 14920, "Mbonorail Systens," or Section 14600,
"Hoi sts and Cranes," or both as required by the
proj ect.
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PART 1 GENERAL

1.1 REFERENCES
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NOTE: The foll owi ng references should not be
manual |y edited except to add new references.

Ref erences not used in the text will automatically
be deleted fromthis section of the project

speci fication.
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The publications listed below forma part of this section to the extent
ref erenced:

AMERI CAN | NSTI TUTE OF STEEL CONSTRUCTI ON ( Al SC)

Al SC 303 (2000) Code of Standard Practice for
Bui | di ngs and Bri dges
Al SC 316 (1989; 9th Ed) Manual of Steel
Construction, Allowable Stress Design
Al SC 317 (1992) Manual of Steel Construction,
Vol urme 11, Connections
Al SC 326 (2002) Detailing for Steel Construction
Al SC M)14 (1984; 1st Ed) Engineering for Steel

Construction a Source Book on Connections

AVERI CAN NATI ONAL STANDARDS | NSTI TUTE (ANSI)

ANS| B18.22.1 (1975; R 1998) Plain Washers

ANS|I B18. 22M (1981; R 2000) Metric Plain Washers
AMERI CAN RAI LWAY ENG NEERI NG AND MAI NTENANCE- OF- WAY ASSOCI ATI ON
( AREMA)

AREMVA Manual (2003) Manual for Railway Engineering

(Fi xed Properties)
AMERI CAN VWELDI NG SOCI ETY ( AWS)

AV A2. 4 (1998) Standard Synbols for Wl ding,
Brazi ng and Nondestructive Exami nation

AWS D1.1/D1. 1M (2004) Structural Welding Code - Steel
ASTM | NTERNATI ONAL ( ASTM

ASTM A 1 (2000) Carbon Steel Tee Rails

SECTI ON 05120 Page 4



ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

106

108

123/ A 123M

148/ A 148M

153/ A 153M

242/ A 242M

27/ A 27TM

276

307

325

325M

36/ A 36M

449

490

490M

500

(2002) Standard Specification for Seam ess
Carbon Steel Pipe for H gh-Tenperature
Servi ce

(2003) Steel, Carbon and All oy,
Col d- Fi ni shed

(2002) Standard Specification for Zinc
(Hot-Di p Gal vani zed) Coatings on Iron and
St eel Products

(2003) Steel Castings, High Strength, for
Structural Purposes

(2004) Standard Specification for Znc
Coating (Hot-Dip) on Iron and Steel
Har dwar e

(2003a) High-Strength Low All oy Structural
St eel

(2003) Standard Specification for Steel
Castings, Carbon, for General Application

(2004) Standard Specification for
Stainl ess Steel Bars and Shapes

(2003) Standard Specification for Carbon
Steel Bolts and Studs, 60,000 psi Tensile
Strength

(2004) Standard Specification for
Structural Bolts, Steel, Heat Treated,
120/ 105 ksi M nimum Tensile Strength

(2004) Standard Specification for High
Strength Bolts for Structural Steel Joints
(Metric)

(2003a) Standard Specification for Carbon
Structural Steel

(2004) Standard Specification for Quenched
and Tenpered Steel Bolts and Studs

(2004) Standard Specification for
Heat - Treated Steel Structural Bolts, 150
psi M ninmum Tensile Strength

(2004) Standard Specification for

H gh-Strength Steel Structural Bolts,
Cl asses 10.9 and 10.9.3, for Structural
Steel Joints (Metric)

(2003a) Standard Specification for

Col d- Formed Wl ded and Seam ess Car bon
Steel Structural Tubing in Rounds and
Shapes
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ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM A

ASTM B

ASTM C

ASTM C

ASTM C

ASTM C

ASTM D

ASTM E

ASTM E

ASTM E

501

502

514/ A 514M

529/ A 529M

53/ A 53M

572/ A 572M

588/ A 588M

618

668

695

1107

150

404

658

2939

164

165

709

(2001) Standard Specification for
Hot - For med Wel ded and Seanl ess
Car bon- Steel Structural Tubing

(2003) Steel Structural Rivets

(2000a) High-Yield-Strength, Quenched and
Tenpered Alloy Steel Plate, Suitable for
Vel di ng

(2003) Standard Specification for
Structural Steel with 42 ksi (290 MPa)
M nimum Yield Point - (1/2 inch (13 mm
Maxi mum Thi ckness)

(2002) Standard Specification for Pipe,
Steel, Black and Hot-Di pped, Zi nc-Coated
Wl ded and Seani ess

(2002ael) Standard Specification for
H gh-Strength Low Al | oy Col unbi um Vanadi um
Steels of Structural Quality

(2003) High-Strength Low Al l oy Structural

Steel with 50 ksi (345 MPa) M ninum Yield
Point to 4 inch (100 nm Thick

(2001) Hot-Formed Wl ded and Seaml ess
H gh-Strength Low Al l oy Structural Tubing

(2003) Steel Forgings, Carbon and All oy,
for General Industrial Use

(2000) Coatings of Zinc Mechanically
Deposited on Iron and Steel

(2002) Standard Specification for Packaged
Dry, Hydraulic-Cenment G out (Non-Shrink)

(2002ael) Standard Specification for
Portl and Cenent

(2003) Standard Specification for
Aggregates for Masonry G out

(1998; R 2003) Chenical -Resistant Resin
Grouts for Bricks or Tile

(2003) Emulsified Bitumens Used as
Protective Coatings

(2003) U trasonic Contact Exam nation of
Vel drent s

(2002) Standard Test Method for Liquid
Penet rant Exam nati on

(2001) Standard Guide for Magnetic
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Particl e Exanm nati on

ASTM F 568M (2002) Standard Specification for Carbon
and Alloy Steel Externally Threaded Metric
Fasteners

THE SOCI ETY FOR PROTECTI VE COATI NGS ( SSPC)

SSPC Pai nt 25 (1997) Paint Specification No. 25, Red
Iron Oxide, Zinc Chromate, Raw Linseed Q|
and Al kyd Prinmer (Wthout Lead and
Chronat e Pi gnents)

SSPC SP 10 (2000) Joint Surface Preparation, Standard
Near - \White Metal Blast C eaning (NACE No.
2)

1.2 SUBM TTALS
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NOTE: Review submittal description (SD) definitions
in Section 01330, "Submittal Procedures," and edit
the following list to reflect only the subnmittals
required for the project. Submittals should be kept
to the mininumrequired for adequate quality
control. Include a columar |ist of appropriate
products and tests beneath each subnittal

descri ption.
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The following shall be submitted in accordance with Section 01330,
"Subm ttal Procedures,” in sufficient detail to show full conpliance with
the specification:

SD- 02 Shop Drawi ngs

Fabrication Drawings for the following itens shall be submitted in
accordance with paragraph entitled, "Draw ngs," of this section.

Structural Steel
Accessori es

Installation Drawi ngs shall be submitted in accordance with
paragraph entitled, "Drawings," of this section.

SD- 03 Product Data

Manufacturer's catal og data shall be subnmitted for the foll ow ng
itemns:

Bolts and Nuts

Washer s

Priner

Wl di ng El ectrodes and Rods
Shri nk- Resi stant G out
Epoxy- Resi n Grout

Cenent G out

SD-07 Certificates
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Wl di ng Procedures and certifictes for Wel der Qualifications shall
be submitted in accordance with paragraph entitled,
"Qualifications for Welding Wrk," of this section.

Certificates shall be subnitted for the followi ng itens show ng
conformance with the referenced standards contained in this
secti on.

Structural Steel

Washer s

Bolts and Nuts

Pri mer

Wl di ng El ectrodes and Rods
Shri nk- Resi st ant G out
Epoxy- Resi n Grout

Cenment G out

1.3 QUALI FI CATI ONS FOR STRUCTURAL STEEL WORK
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NOTE: Specifier shall select the appropriate

par agr aph based on the | evel of fabricator
conpetency certification required. Level |
certification qualifies fabricator for conventional

steel structures. Level Il certification qualifies
fabricator for conplex steel building structures.
Level 111 certification qualifies fabricator for

maj or steel bridges. Level MB qualifies fabricator
for metal building systens. See AISC Quality

Certification Program for additional information.
ER R R I I R R R R R I I I R R R R I I R R R R I I I R R S R R I I I I R R R R I I I I R I I I R R R R I I I I

[Structural steel fabrication and erection shall be performed by an
organi zation experienced in structural steel work of equival ent nmagnitude. ]

[Structural steel fabricator shall be certified by AISC to perform
structural steel work at level [I] [II] [111] [MB].]

1.4 QUALI FI CATI ONS FOR VELDI NG WORK
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NOTE: |f Section 05095, "Wlding Steel
Construction,” is not included in the project
speci fication, applicable requirenents therefrom
shoul d be inserted and the foll ow ng paragraph
del et ed.
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Wl di ng Procedures shall be in accordance with AWS D1.1/D1. 1M

Certificates for Welder Qualifications shall include the type of welding
and positions each operator is qualified for, the code and procedure

qual i fied under, date qualified, and the firmand individual certifying the
qualification tests.

[ Section 05095, "Welding Steel Construction," applies to work specified in
this section.]
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[Wel ders shall be certified to have been qualified by tests in accordance
with AWS D1.1/D1.1M or under an equi val ent approved qualification test.

In addition, tests shall be perforned on test pieces in positions and with
cl earances equivalent to those actually encountered. |If a test weld fails
to neet requirenments, an immediate retest of two test welds shall be nmade
and each test weld shall pass. Failure in the imediate retest wll
require that the welder be retested after further practice or training and
that a conmplete new set of test welds be made.]

.5 FABRI CATI ON REQUI REMENTS
Al SC 316 and Al SC 303 shall govern all work.

Desi gn of nenmbers and connections for any portion of the structure not
i ndi cated shall be conpleted by the fabricator and indicated on detai
dr awi ngs.

Substitution of sections or nodification of details, or both, and the
reasons for the action shall be submitted with the detail draw ngs for
approval .

Structural steel shall be fabricated and assenbled in the shop to the
greatest extent possible. Parts not assenbled in the shop shall be secured
by bolts for shipnent.

Shop splices of menmbers between field splices will be permtted only where
indicated. Splices not indicated nust be approved. Field splices in
conmpound joints will not be pernmitted.

.5.1 Tol erances
Tol erances in fabrication and erection shall be in accordance with Al SC 303.
.5.2 Connecti ons

One-si ded or other types of eccentric connections will not be pernitted,
unl ess indicated in detail and approved.

Shop connections shall be wel ded.

Fi el d connections shall be bolted, except where wel ded connections are
i ndi cated, as foll ows:

Hi gh-strength threaded fasteners shall be used for bolted connections,
except where otherw se specified.

Low carbon steel threaded fasteners may be used only for bolted connections
of secondary nmenbers to primary nenbers (such as, purlins, girts, and ot her
fram ng nenbers carrying only nonmi nal stresses) and for tenporary bracing
to facilitate erection.

Hi gh-strength bolting shall conformto Al SC 317 and shall be friction-type
connections as nodified by the bonding and groundi ng requirenents.

Hol es shall be cut, drilled, or punched at right angles to the surface of
the metal and shall not be made or enlarged by burning. Holes in base or
bearing plates shall be drilled. Holes shall be clean-cut without torn or
ragged edges. Qutside burrs resulting fromdrilling or ream ng operation
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shall be renoved with a tool making a 1/16-inch 1.6 mllinmeter bevel.

Bolts shall be inserted into holes w thout damaging thread. Bolt heads
shal |l be protected from damage during driving. Bolt heads and nuts shal
rest squarely against the netal. Were bolts are to be used on bevel ed
surfaces having slopes greater than 1 in 20 with a plane normal to the bolt
axi s, bevel ed washers shall be provided to give full bearing to the head or
nut .

Low carbon steel threaded fasteners shall be of length that will extend
through, but not nore than 1/4 inch 7 mllimeter beyond, the nuts. Bolt
heads and nuts shall be drawn tight against the work with a suitable wench
not less than 15 inches 380 mllineter long. Bolt heads shall be tapped
with a hamrer while the nut is being tightened. Nuts shall be | ocked after
tightening. \Where self-locking nuts are not furnished, bolt threads shal
be upset.

.5.3 Shear Connectors

Rk Ik Sk kR IR R R Ik O R R Rk Rk S R R R O O kS I O I S

NOTE: Del ete paragraph heading and the foll ow ng
two paragraphs when conposite construction is not
required.
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Shear connectors shall be shop wel ded to beans or girders in conposite
construction. Shear connectors shall be spaced as indicated.

Headed stud-type shear connectors shall be automatically end welded in
accordance with the headed stud nmanufacturer's printed recomendati ons and
by personnel familiar with the installation equiprment and procedures.

.5.4 Col um Bases and Bearing Pl ates

Col um bases shall be provided under col ums.

Bearing plates shall be provided under beans, girders, and trusses resting
on footings, piers, or walls.

Col um bases shall be mlled and attached to columms as i ndicated.

.5.5 Trusses

Top and bottom chords shall not be spliced. |If splices are necessary to
avoi d speci al handling and shipping problens, chords shall be spliced at
panel points at approximately the third points. Center of gravity |ines of
truss nenbers shall intersect at panel points. Wen center of gravity
lines do not intersect at a panel point, provisions shall be nade for
stresses due to eccentricity.

Canber of trusses shall be 1/8 inch in 10 feet 3 mllinmeter in 3000
mllimeter.

.6 BONDI NG AND GROUNDI NG

Were indicated, bonding of joints and connections shall be acconplished as

specified in Section 16065, "Secondary Grounding." In friction-type
joints, faying surfaces shall be clean and abrasive-blasted to near-white
netal . Faying surfaces shall be coated to avoid crevice corrosion.
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1.7 DRAI NAGE HOLES
Adequat e drai nage holes shall be drilled to elimnate water traps. Hole
di aneter shall be 1/2-inch 13 millineter and |l ocation shall be shown on the

detail drawings. Hole size and |ocation shall not affect structural
integrity.

1.8 DRAW NGS
Fabrication Drawi ngs for Structural Steel and Accessoriesshall be in
accordance with Al SC 316, Al SC 326 and Al SC M)14. Draw ngs shall show
standard wel ding synbols in accordance with AW A2. 4.
Installation Drawi ngs for structural steel units shall indicate the nenbers
and connection areas not to be painted, sequence of erection, and detail ed
sequence of wel ding including each wel ding procedure. Shoring and
temporary bracing shall be designed and seal ed by a registered professional
engi neer and provided for record purposes.

PART 2 PRODUCTS

2.1 STRUCTURAL STEEL

2.1.1 Carbon Grade Steel
Carbon grade steel shall conformto [ASTM A 36/ A 36M [ASTM A 529/ A 529M.

2.1.2 Hi gh-Strength Low Al | oy Steel

H gh-strength lowalloy steel shall conformto [ASTM A 242/ A 242M [ASTM A
572/ A 572M Grade[ 1].

2.1.3 Corrosion-Resistant Hi gh-Strength Low Al |l oy Steel

Corrosion-resistant steel shall conformto [ ASTM A 242/ A 242M [ ASTM A
588/ A 588M .

2.1. 4 Hi gh-Strength Alloy Steel Plate
Hi gh-strength alloy steel plate shall conformto ASTM A 514/ A 514M
2.2 STRUCTURAL TUBI NG

Structural tubing shall conformto [ ASTM A 500, Gade __ ] [ASTM A 501] [

ASTM A 618, Grade ].
2.3 STEEL PIPE

Steel pipe shall conformto [ASTM A 53/ A 53M [Type E] [Type S], G ade B] |
ASTM A 106] .

2.4 CRANE RAI LS

[Rails shall be controlled-cool ed, open-hearth carbon steel, ASCE rails
conforming to ASTMA 1, No. 1 rails.]

[Rails shall be provided with tight end joints suitable for crane service,
joint bars matching the rail section, and joint bar bolts and nuts
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conform ng to ASTM A 325, ASTM A 325M conplete with AREMA Manual all oy
steel spring washers and fixed or floating type rail clanps.]

2.5 STEEL CASTI NGS

[Castings shall be mediumstrength carbon steel conforming to ASTM A 27/ A
27M Grade 65-35 [ 1.1

[ Castings shall be high-strength steel for structural purposes conform ng
to ASTM A 148/ A 148M G ade 80-50 [_ 1.1

2.6  STEEL FORA NGS
Forgings shall be mld carbon steel confornming to ASTM A 668, O ass E
2.7 STUD SHEAR CONNECTORS

Connectors shall be nade of col d-finished, carbon steel conform ng to ASTM
A 108, Grade 1015 or 1020.

2.8 LOW CARBON STEEL THREADED FASTENERS

Bolts and Nuts shall conformto ASTM A 307, Grade A ASTM F 568M
[ gal vani zed according to [ ASTM A 153/ A 153M [ASTM B 695] for gal vani zed
menber s] .

Round washers shall be plain, conform ng to ANSI B18.22.1, Type B, ANSI
B18. 22M [gal vani zed according to [ ASTM A 153/ A 153M [ASTM B 695] for
gal vani zed nenbers].

2.9 H GH STRENGTH THREADED FASTENERS

Rk Ik kR IR R R I kO S S R Rk Rk S Rk Ik kS b O I R I R

NOTE: It is generally recomrended that ASTM A 490
ASTM A 490M bolts not be used. Do not gal vani ze
ASTM A 490 ASTM A 490M bolts. These bolts are
brittle and should not be used for cyclic or dynamc

| oadi ng.
EE IR I Sk S S O S S S I R R R Rk I I S kS Ik I kR Ik S S I S R Sk I O

[ H gh-strength Washers, Bolts and Nuts shall conformto [ASTM A 325ASTM A
325M [ASTM A 490ASTM A 490M . [@Galvanize according to [ASTM A 153/ A 153M
[ ASTM B 695] for gal vani zed nmenbers]. ]

2.10 ANCHOR BOLTS
[ Anchor Washers, Bolts and Nuts shall conformto [ ASTM A 307ASTM F 568M [
ASTM A 325ASTM A 325M [ASTM A 449]. [ Gl vani ze according to [ ASTM A 153/ A
153M [ASTM B 695] for gal vani zed nenbers].]

[ Anchor Washers, Bolts and Nuts shall be stainless steel [Type 304] [Type
316] conforming to ASTM A 276. ]

2.11 Rl VETS

Structural steel rivets shall conformto ASTM A 502, Grade [__ ].
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2.12 VEELDI NG MATERI ALS

Wel ding materials, to include Welding El ectrodes and Rods, shall conformto
AWS D1. 1/D1. 1M

2.13 PROTECTI VE COATI NG

[ Steel work shall be shop prined with red oxide Primer in accordance wth
SSPC Pai nt 25].

[ Steel work shall be shop prined as indicated in accordance with [Section
09970, "Coatings for Steel,"] except surfaces of steel to be encased in
concrete, surfaces to be wel ded, contact surfaces to be high-strength bolt
connected, and surfaces of crane rails.]

[ Steel work shall be hot di pped gal vani zed as indicated in accordance with
ASTM A 123/ A 123M  Abraded surfaces and cut ends of gal vani zed nenbers
shal | be touched up with zinc-dust, zinc-oxide priner, or an approved

gal vani zi ng repair compound.]

[ St eel wor k embedded in concrete shall be coated with a bitum nous mastic
conformng to ASTM D 2939.]

2.14 BEDDI NG MATERI ALS
2.14.1 Shri nk- Resi stant Grout

Shrinkage-resistant grout shall be a prem xed and packaged ferrous
aggregate grouting compound conformng to ASTM C 1107.

2.14.2 Cenent G out
[Portland cement grout shall conformto ASTM C 150, Type |.]

[ Aggregate for cenent grout shall be clean, sharp, uniformy graded natural
abrasive conformng to ASTM C 404, Size No. 2.]

2.14.3 M xi ng Water
Wat er shall be potable.
2.14. 4 Epoxy- Resi n G out
Epoxy-Resin grout shall conformto ASTM C 658.
PART 3 EXECUTI ON
3.1 GENERAL

Erection of structural steel shall be in accordance with the Al SC 303, with
nodi fications and additional requirenents as specified.

3.2  ERECTI NG EQUI PMENT
Equi prent shal | be suitable and safe for workers. Fal sework shall be

mai ntained in a safe and stable condition until the steel structure is
fully sel f-supporting.
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3.

3 ANCHOR BOLTS

Bol ts and ot her connections between structural steel and foundations or
existing structural steel shall be performed as part of the work.

Bolts and anchors shall be accurately located and built into connecting
work and shall be preset by the use of tenplates or other nethods as may be
required to | ocate bolts and ot her connections.

.4 SETTI NG COLUWN BASES AND BEARI NG PLATES

Loose and attached col um base pl ates and bearing plates for beans and
simlar structural menbers shall be aligned with wedges or shins and shal
be bedded with danp-pack bedding. Installation of base and bearing pl ates
shall be as foll ows:

Concrete and nmasonry bearing surfaces shall be cleaned free of
laitance, dirt, oil, grease, and other foreign material. Concrete
surfaces shall be roughened, but not enough to interfere with placing
beddi ng. Bottom surface of base or bearing plates shall be cleaned
free of dirt, oil, grease, and other foreign nmaterials.

Space between top of bearing surface and bottom of base or bearing

pl ate shall be approximately 1/24 of the width of the base or bearing
plate but not less than 1/2 inch 13 nillimeter for base or bearing
plates that are less than 12 inches 300 millimeter wi de. Base or
bearing plate shall be supported and aligned on steel wedges or shins.

[ Beddi ng shall be a mi x conposed of the specified shrinkage-resistant
grout and enough water to provide a flowable m xture without
segregation or bl eeding.]

[ Beddi ng shall be a m x conposed of 1 part portland cenent, 2-1/2 parts
of the specified aggregate for cenent grout, and not nore than 4-1/2
gallons 17 liter of water per 94-pound 17 liter bag of portland cenent.]

Forms shall be provided to retain bedding until sufficiently hard to
support itself.

[ Two epoxy-resin grout conponents shall be mxed with a power-driven
expl osi on-proof stirring device in a nmetal or pol yethyl ene contai ner
havi ng a hemi spherical bottom Polysul fide curing agent conponent
shal | be added gradually to the epoxy-resin conmponent w th constant
stirring until a uniformmxture is obtained. Rate of stirring shal
be such that entrained air is mninum]

[Installation requirenents shall be in accordance with the epoxy-resin
grout manufacturer's printed installation instructions and as approved.]

.5 FI ELD ASSEMBLY

Structural steel frames shall be assenbled to lines and el evations

i ndi cated. Various nenbers formng parts of a conpleted frane or structure
after being assenbl ed shall be aligned and adj usted before being fastened.
Fast eni ng of splices of conpression nenbers shall be done after abutting
surfaces have been brought conpletely into contact. Bearing surfaces and
surfaces that will be in permanent contact shall be cl eaned before menbers
are assenbl ed.
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Splices will be permitted only where indicated. Erection bolts used in
wel ded construction shall be renpved and the holes shall be filled with
pl ug wel ds.

Braci ng, adequacy of tenporary connections and supports, alignnent, and
renoval of paint on surfaces adjacent to field welds shall be as specified
in Al SC 303.

Welding for re-drilling will not be permitted. Holes shall not be enlarged
nore than 1/16-inch 1.6 mllinmeter larger than the specified hole size
wi t hout approval of the Contracting Oficer.

.6 GAS CUTTI NG

Use of a gas-cutting torch in the field for correcting fabrication errors
will not be permtted on any major nmenber in the structural framng. Use
of a gas cutting torch will be permitted on minor nenbers not under stress
only after approval has been obtained fromthe Contracting Oficer.

.7 CRANE RUNWAYS

[ Runways shall be erected conplete with colums, girders, beans, bracing,
crane rails, crane stops, and other required conmponents as indicated.

Gage, alignnment, and elevation of rails shall be accurate to a tol erance of
plus or minus 1/8 inch 3.2 millimeter. Rail joints shall be staggered with
respect to each other on opposite sides of the runway and shall not
coincide with girder joints. Top of rails shall be flush at joints.]

. 8 TOUCHUP PAI NTI NG

After erection of structural steel, the Contractor shall touch up bolt
heads and nuts, field welds, and abrasions in the shop coat. Touchup and
repair shall be acconplished as soon as possible after the damage or
instal | ati on has occurred.

EE R R R S I R R R I R I O R R R S R I R S R R I R R R R R R R O

NOTE: Delete the follow ng paragraph if Section
09970, "Coatings for Steel" is used.

Rk Rk kR IR R R I kO e O O R AR R R R Rk kO I R R I O S R Rk o

Surfaces shall be degreased, as required, prior to subsequent surface
preparation. Degreasing shall be acconplished by steam cl eani ng or washing
with a solution of trisodium phosphate in water, followed by a fresh water
rinse. Cuts, welds, and | arge danaged areas shall be abrasive blasted to
near white SSPC SP 10. Bl asting abrasive shall be size 16 to 35 nesh per
linear 25 mllineter. Wen abrasive blasting is prohibited or inpractical,
nechani cal cl eaning by needl e gun or abrasive disks or wheels shall be
used. M nor abrasions and scars where extensive rusting has not occurred
shal |l be rendered clean and dry and touched up wi thout further surface
preparation. Repair coating shall be applied within 6 hours after surface
preparati on or before rusting or re-contam nation occurs. Touchup and
repair material shall be the sane inorganic zinc coating as applied in the
shop. Application shall be by airless or conventional spray. Conpressed
air used for blasting and coating application shall be free of noisture and
oil. Manufacturer's recomended procedures shall be foll owed.
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3.9 | NSPECTI ON AND ACCEPTANCE PROVI SI ONS

3.9.1 I nspection and Tests
I nspection by the [Governnment will] [Contractor shall] include proper
preparation, size, gaging |location, and acceptability of welds;

identification nmarking; operation and current characteristics of welding
sets in use; and calibration of wenches for high-strength bolts.

3.9.2 I nspection of Welding

I nspection of welding shall be perforned in accordance with AWS D1.1/D1. 1M
Section 6, "Inspection," and as foll ows:

Rk Ik kb I IR R R I kO e S R R ARk Rk R Rk O ok O O kR SRR I b R R R o

NOTE: Delete inapplicable paragraphs. Location of
wel ds requiring inspection and type of inspection
nmust be indicated. Methods of wel ding inspection
are listed in the follow ng paragraphs for

I ncreasi ng cost.
B R R

[Li quid penetrant inspection of the welds shall conformto ASTM E 165. ]
[ Magnetic particle inspection of the welds shall conformto ASTM E 709.]

[ Radi ographi ¢ i nspection of the welds shall conformto AWS D1.1/D1. 1M
Section 6, Part B.]

[Utrasonic inspection of the welds shall conformto ASTM E 164.]
3.9.3 I nspection of Hi gh-Strength Bolted Connections

| nspection of high-strength bolted connections shall be perforned in
accordance with Al SC 317.

-- End of Section --
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